What is claimed is: 

1. A method of producing an intermediate image 
transfer belt for an image forming apparatus that includes 
an image carrier for forming a latent image, a developing 
device for developing said latent image with a developer 
to thereby form a corresponding toner image and said 
intermediate image transfer belt to which said toner image 
is transferreci from said image carrier, and executes 
primary image transfer from said image carrier to said 
intermediate image transfer belt and then executes 
secondary image transfer from said intermediate image 
transfer belt to a recording medium, said method 
comprising the steps of: 

feeding a first raw liquid material into a hollow, 
cylindrical mold, which is included in a centrifugal 
molding machine, while causing said mold to rotate; 

curing the first raw material to thereby form a' first 
endless belt layer on an inside of the mold; 

feeding a second raw liquid material into the mold 
while causing said mold to rotate; and 

curing said second raw liquid to thereby form a 
second belt layer; 

wherein said first belt layer has elasticity while 
said second belt layer has greater hardness than said first 
belt layer. 



26 



2. The method as claimed in claim 1, further 
comprising the step of forming a third belt layer different 
in material from said first layer and said second layer 
on said second layer. 

3 . The method as claimed in claim 2, wherein the first 
raw liquid material provides said first belt layer with 
elasticity after curing while the second raw liquid 
material provides said second belt layer with hardness 
greater than hardness of said first belt layer after, 
curing. 

4. The method as claimed in claim 3, wherein said 
first belt layer and said second belt layer have a same 
major composition except for hardness. 

5. The method as claimed in claim 4, wherein said 
first belt layer has hardness ranging from 30° to 70°, as 
measured by JIS A scale. 

6. The method as claimed in claim 5, wherein said 
first belt layer has thickness ranging from 50 micrometers 
to 2,000 micrometers. 

7 . The method as claimed in claim 6, wherein the first 
raw liquid material comprises thermosetting polyurethane 
rubber . 

8. The method as claimed in claim 1, wherein said 
second belt layer has hardness of 75° or above, as measured 
by JIS A scale. 
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9. The method as claimed in claim 8, wherein said 
second belt layer has a Young's module ranging from 200 
MPa to 3, 000 MPa. 

10. The method as claimed in claim 9, wherein said 
second belt layer has thickness ranging from 30 
micrometers to 1 , 000 micrometers . 

11. The method as claimed in claim 10, wherein the 
second raw liquid material comprises . thermosetting 
polyurethane resin . 

12. The method as claimed in claim 11, wherein the 
inside of the mold has smoothness of 1 micrometer or less 
in terms of a ten-point mean roughness (JIS). 

13. The method as claimed in claim 12, wherein the 
inside of the mold has a gloss value of 80 or above. 

14. The method as claimed in claim 1, wherein the 
first raw liquid material provides said first belt layer 
with elasticity after curing while the second raw liquid 
material provides said second belt layer with hardness 
greater than hardness of said first belt layer after 
curing. 

15. The method as claimed in claim 1, wherein said 
first belt layer and said second belt layer have -a same 
major composition except for hardness. 

16. The method as claimed in claim 1, wherein said 
first belt layer has hardness ranging from 30° to 70°, as 



28 



measured by JIS A scale. 

17. The method as claimed in claim 1, wherein said 
first belt layer has thickness ranging from 50 micrometers 
to 2, 000 micrometers . 

18. The method as claimed in claim 1/ wherein the 
first raw liquid material comprises thermosetting 
polyurethane rubber . 

19. The method as claimed in claim 1, wherein said 
second belt layer has hardness of 75° or above, as measured 
by JIS A scale. 

20. The method as claimed in claim 1, wherein said 
second belt layer has a Young's module ranging from 200 
MPa to 3, 000 MPa. 

21. The method as claimed in claim 1, wherein said 
second belt layer has thickness ranging from 30 
micrometers to 1, 000 micrometers. 

22. The method as claimed in claim 1, wherein the 
second raw liquid material comprises thermosetting 
polyurethane resin . 

23. The method as claimed in claim 1, wherein the 
inside of the mold has smoothness of 1 micrometer or less 
in terms of a ten-point mean roughness (JIS) . 

24. The method as claimed in claim 1, wherein the 
inside of said mold has a gloss value of 80 or above. 

25. A method of producing an intermediate image 
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transfer belt for an image forming apparatus that includes 
an image carrier for forming a latent image, a developing 
device for developing said latent imagei with a developer 
to thereby form a corresponding toner image and said 
intermediate image transfer belt to which said toner image 
is transferred from said image carrier, and executes 
primary image transfer from said image carrier to said 
intermediate image transfer belt and then executes 
secondary image transfer from said intermediate image 
transfer belt to a recording medium, said method 
comprising the steps of: 

feeding a first raw liquid material into a hollow, 
cylindrical mold, which is included in a centrifugal 
molding machine, while causing said mold to rotate to 
thereby form an endless first film on an inside of said 
mo 1 d ; 

feeding a second raw liquid material into the inside 
of the mold while causing said mold to rotate to thereby 
form a second film on said first film; and 

curing the raw liquid materials respectively 
forming said first film and said second film; 

wherein said first film forms, when cured, an elastic, 
first belt layer while said second forms, when cured, a 
second belt layer having greater hardness than said first 
belt layer. 
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26. The method as claimed in claim 25, further 
comprising the step of forming a third belt layer different 
in material from said first, layer and said second layer 
on said second layer. 

27. The method as claimed in claim 26, wherein the 
first raw liquid material provides said first belt layer 
with elasticity after curing while the second raw liquid 
material provides said second belt layer with hardness 
greater than hardness of said first belt layer after 
curing . 

28. The method as claimed in claim 27, wherein said 
first belt layer and said second belt layer have a same 
major composition except for hardness. 

29. The method as claimed in claim 27, wherein said 
first belt layer has hardness ranging from 30° to 70°, as 
measured by JIS A scale. 

30. The method as claimed in claim 29, wherein said 
first belt layer has thickness ranging from 50 micrometers 
to 2,000 micrometers. 

31. The method as claimed in claim 30, wherein the 
first raw liquid material comprises thermosetting 
polyurethane rubber, 

32. The method as claimed in claim 31, wherein said 
second belt layer has hardness of 75° or above, as measured 
by JIS A scale. 
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33. The method as claimed in claim 32, wherein said 
second belt layer has a" Young's module ranging from 200 
MPa to 3, 000 MPa. 

34. The method as claimed in claim 33, wherein said 
second belt layer has thickness ranging from 30 
micrometers to 1,000 micrometers. 

35. The method as claimed in claim 34, wherein the 
second raw liquid material comprises thermosetting 
polyurethane resin. 

36. The method as claimed in claim 35, wherein the 
inside of the mold has smoothness of 1 micrometer or less 
in terms of a ten-point mean roughness (JIS) . 

37. The method as claimed in claim 36, wherein the 
inside of the mold has a gloss value of 80 or above. 

38. The method as claimed in claim 25, wherein the 
first raw liquid material provides said first belt layer 
with elasticity after curing while the second raw liquid 
material provides said second belt layer with hardness 
greater than hardness of said first belt layer after 
curing. 

39.. The method as claimed in claim 25, wherein said 
first belt layer and said second belt layer have a same 
major composition except for hardness. 

40. The method as claimed in claim 25, wherein said 
first belt layer has hardness ranging from 30° to 70°, as 
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measured by JIS A scale. 

41. The method as claimed in claim 25wherein said 
first belt layer has thickness ranging from 50 micrometers 
to 2,000 micrometers. 

42. The method as claimed in claim 25, wherein the 
first raw liquid material comprises thermosetting 
polyurethane rubber, 

43. The method as claimed in claim 25, wherein said 
second belt layer has hardness of 75° or above, as measured 

f^-' by JIS A scale. 

%J . 

^ 44. The method as claimed in claim 25, wherein said 

aba 

4= second belt layer has a Young's module ranging from 200 

O MPa to 3, 000 MPa . 

hi 45. The method as claimed in claim 25, wherein said 

11% second belt layer has thickness ranging from 30 

micrometers to 1,000 micrometers. 

46. The method as claimed in claim 25, wherein the 
second raw liquid material comprises thermosetting 
polyurethane resin . 

47. The method as claimed in claim 25, wherein an 
inner surface of said mold has smoothness of 1 micrometer 
or less in terms of a ten-point mean roughness (JIS) . 

48. The method as claimed in claim 25, wherein the 
inner surface of said mold hasa gloss value of 8 0 or above . 

"inleim^dlaie-Hrmage transfer belt for an 
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image forming apparatus that includes an image carrier fp^ 
forming a latent image, a developing device for devp^ping 
said latent image with a developer to ther^y form a 
correspQj^oing toner image and said inte;raiediate image 
tj^arf^^er belt to which said toner image >s transferred from 
d image carrier, and executes n^imary image transfer 
rom said image carrier to s^id intermediate image 
transfer belt and then execulres secondary image transfer 
from said intermediate image transfer belt to a recording 
medium, / 

a first raw. ILquid material is fed into a hollow, 
cylindrical moldy^which is included in a centrifugal 
molding machine/ with said mold being rotated; 

the fir^st raw material is cured to thereby form a 
first endle4s belt layer on an inside of the mold; 

a second raw liquid material is fed into the mold 
with sai/d mold being rotated , and then cured to thereby 
form a/ second belt layer; and 

/ said first belt layer has elasticity while said 
seci6nd belt layer has greater hardness, than said first belt 
l^er, 

50. The belt as claimed in claim 49, wherein a third 
belt layer different in material from said first layer and 
said second layer is formed on said second layer. 

51 . The belt as claimed in claim 50, wherein the first 
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raw liquid material provides said first belt layer with 
elasticity after curing while the second raw liquid 
material provides said second belt layer with hardness 
greater than hardness of said first belt layer after 
curing. 

52. The belt as claimed in claim 51, wherein said 
first belt layer and said second belt layer have a same 
major composition except for hardness. 

53. The belt a^Os^ aimed in claim 52, ^hei 
first beliJra-T^TT^aa ^la^rdness ranging from 30"" to 70°, as 

rsured by JIS A sfcale. 

54. The belt as claimed in claim 53, wherein said 
first belt layer has thickness ranging from 50 micrometers 
to 2,000 micrometers . 

55 . The belt as claimed in claim 54 , wherein the first 
raw liquid material comprises thermosetting polyurethane 
rubber. 

56. The belt as claimed in claim 55, wherein said 
second belt layer has hardness of 75° or above, as measured 
by JIS A scale. 

57. The belt as claimed in claim 55, wherein said 
second belt layer has a Young's module ranging from 200 
MPa to 3, 000 MPa. 

;la|i^in^ai/ - lii uldiiii 57, — wheiein Saxd" 

secc 



58. The belt 

belt layer has/ thickness ranging from 30 
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59. The belt as claimed in claim 58, wherein the 
second raw liquid material comprises thermosetting 
polyurethane resin. 

60. The belt as claimed in claim 59, wherein the 
inside of the mold has smoothness of 1 micrometer or less 
in terms of a ten-point mean roughness (JIS) . 

61. The belt as claimed in claim 60, wherein the 
inside of the mold has a gloss value of 80 or above. 

62 . The belt as claimed in claim 49, wherein the first 
raw liquid material provides said first belt layer with 
elasticity after curing while the second raw liquid 
material provides said second belt layer with hardness 
greater than hardness of said first belt layer after 
curing. 

63. The belt as claimed in claim 49, wherein said 
first belt' layer and said second belt layer have a same 
major composition except for hardness. 

64. The belt as'^''c\ aimed in claim 4 9, whe: 



first beltj^^jfe^ na 
tsured by JIS A s' 



fdness ranging from 30° to 70°, as 
ale . ^^^-^^"^^ 
65. The belt as claimed in claim 49, wherein said 
first belt layer has thickness ranging from 50 micrometers 
to 2,000 micrometers. 

66 . The belt as claimed in claim 49, wherein the first 
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raw liquid material comprises thermosetting polyurethane 
rubber . 

67, The belt as claimed in. claim 49, wherein said 
second belt layer has hardness of 75° or above, as measured 
by JIS A scale. 

68, The belt as claimed in claim 49, wherein said 
second belt layer has a Young's module ranging from 200 
MPa to 3, 000 MPa. 

69, The beltr/^s cS^aimed in cla: 
second _J>ed-f Tay©;!^ — KasT thickness ranging from 30 

Aerometers to 1,|)00 micj^rometers . 

70, The belt as claimed in claim 4 9, wherein the 
second raw liquid material comprises thermosetting 
polyurethane resin . 

71, The belt as claimed in claim 49, wherein the 
inside of the mold has smoothness of 1 micrometer or less 
in terms of a ten-point mean roughness (JIS) . 

72, The belt as claimed in claim 49, wherein the 
inside of the mold has a gloss value of 80 or above. 

73, In an intermediate image transfer belt for^^^^^x^ 
image forming apparatus that includes^^aj:u--=™La^^carrier for 
forming a latent imaqg.,.-a-tTeve loping device for developing 
sarid latent^^'ilfiage with a developer to .thereby form a 
correspt5nding toner image and said intermediate image 
tr^a^sf er belt to which said toner image is transferred from 
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said image carrier, and executes primary image transfp^ 
from said • ima^^^carrier to said intermediatex^mage 
transfer be,^:^^^nd then executes secondary imajg^ transfer 
_^j:©irr'saLd intermediate image transfer bel;fer to a recording 
medimn, said method comprising the ^sxeps of: 

/ a first raw liquid materi^^L is fed into a hollow^ 
cylindrical mold, which is/included in a centrifugal 
Tnolding machine, with sa;m mold being rotated to thereby 
form an endless f irst falm on an inner surface of said mold; 

a second rav>r liquid material is fed into the mold 
with said mold being rotated to thereby form a second film 
on said firs^ film; 

the /aw liquid materials respectively forming said 
first t±/Lm and said second film are cured; and 

/aid first film forms, when cured, an elastic, first 
belt y4ayer while said second forms, when cured, a second 
bell^ layer having greater hardness than said first belt 
layer. 

74. The belt as claimed in claim 73, wherein a third 
belt layer different in material from said first belt layer 
and said second belt layer is formed on said second belt 
layer. 

75 . The belt as claimed in claim 74, wherein the first 
raw liquid material provides said first belt layer with 
elasticity after curing while the second raw liquid 
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material provides said second belt layer with hardness 
greater than hardness of said first belt layer after 
curing. 

76. The belt as claimed in claim 75, wherein said 
first belt layer and said second, belt layer have a same 
major composition except for hardness, 

77. The belt te^cl^^imed in claim 7 6. wherf^i p--^q-^rt7l 



first belt laye 
me^-silred by JIS A 



ardr|ess ranging from 30° to 10°, as 
cale , 

78. The belt as claimed in claim 77, wherein said 
first belt layer has thickness ranging from 50 micrometers 
to 2,000 micrometers. 

7 9 . The belt as claimed in claim 78, wherein the first 
raw liquid material comprises thermosetting polyurethane 
rubber. 

80. The belt as claimed in claim 79, wherein said 
second belt layer has hardness of 75° or above, as measured 
by JIS A scale. 

81. The belt as claimed in claim 80, wherein said 
second belt layer has a Young's module ranging from 200 
MPa to 3,000 MPa. 

82. The belt as^cl^imed in claiin_^ 
second b3Jrt-'-""'''Tra^er| h^^ ranging from 30 

rometers to l,00b micrometers. 

83. The belt as claimed in claim 82, wherein the 
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second raw liquid material comprises thermosetting 
polyurethane resin . 

84. The belt as claimed in claim 83, wherein the 
inside of the mold has smoothness of 1 micrometer or less 
in terms of a ten-point mean roughness (JIS). 

85. The belt as claimed in claim 84, wherein the. 
inside of the mold has a gloss value of 80 or above. 

86 . The belt as claimed in claim 73, wherein the first 
raw liquid material provides said first belt layer with 
elasticity after curing while the second raw liquid 
material provides said second belt layer with hardness 
greater than hardness of said first belt layer after 
curing. 

87. The belt as claimed in claim 73, wherein said 
first belt layer and said second belt layer have a same 
major composition except for hardness. 

88. The belt as claimed in claim 73, wherein said 
first belt layer has hardness ranging from 30° to 70°, as 
measured by JIS A scale. 

89. The belt as claimed in claim' 73, wherein said 
first belt layer has thickness ranging from 50 micrometers 
to 2,000 micrometers, 

90 . The belt as claimed in claim 73, wherein the first 
raw liquid material comprises thermosetting polyurethane 
rubber . 
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91. The belt as claimed in claim 73, wherein said 
second belt layer has hardness of 75° or above, as measured 
by JIS A scale. 

92. The belt as claimed in claim 73, wherein said 
second belt layer has a Young's module ranging from 200 
MPa to 3, 000 MPa. 

93. The beltZ/as clai med in claim 73 , wherpin <=^-f=HH- 
second ^ — Ta^!^---'''TTaas thickness ranging from 30 
jp^ir^rometers to l/oOO micrometers. 

94. The belt as claimed in claim 73, wherein the 
second raw liquid material comprises thermosetting 
polyurethane resin . 

95. The belt as claimed in claim 73, wherein the 
inside of the mold has smoothness of 1 micrometer or less 
in terms of a ten-point mean roughness (JIS) . 

96. The belt as claimed in claim 73, wherein the 
inside of the mold has a, gloss value of 80 or above. 

97. An image forming apparatus comprising: 
an image carrier for forming a latent image; 

a developing device for developing the latent image 
with a developer to thereby form a corresponding toner 
image; and 

an intermediate image transfer body to which the 
toner image is transferred from said image carrier, said 
intermediate image transfer body constituting an 



intermediate image transfer belt for executing primary 
image transfer from said image carrier to said 
intermediate image transfer belt and then executing 
secondary image transfer from said intermediate image- 
transfer belt to a recording medium; 

wherein a first raw liquid material is fed into a 
hollow, cylindrical mold, which is included in a 
centrifugal molding machine, with said mold being rotated; 

the first raw material is cured to thereby form a 
first endless belt layer on an inside of the mold; 

a second raw liquid material is fed into the mold 
with said mold being rotated, and then cured to thereby 
form a second belt layer; and 

said first belt layer has elasticity while said 
second belt layer has greater hardness than said first belt 
layer , 

98. An image forming apparatus comprising: 

an image carrier for forming a latent image; 

a developing device for developing the latent image 

with a developer to thereby form a corresponding toner 

image; and 

an intermediate image transfer body to which the 
toner image is transferred from said image carrier, said 
intermediate image transfer body constituting an 
intermediate image transfer belt for executing primary 
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image transfer from said image carrier to said 
. intermediate image transfer belt and then executing 
secondary image transfer from said intermediate image 
transfer belt to a recording medium; 

wherein a first raw liquid material is fed into a 
hollow, cylindrical mold, which is included in a 
centrifugal molding machine, with said mold being rotated 
to thereby form an endless first film on an inside of said 
mold; 

a second raw liquid material is fed into the mold 
with said mold being rotated to thereby for a second film 
on said first film; 

the raw liquid materials respectively forming said 
first film and said second film are then cured; and 

said first film forms, when cured, an elastic, first 
belt layer while said second forms, when cured, a second 
belt layer having greater hardness than said first belt 
layer. 



